
. C ene rating Ins tails tiona . 


The energy required by the entire Teiss Manfred -Tories in Csepol' near Budapest 
vmo supplied almost exclusively by ther high-pressure section of the stcam-cene- 
ratine installations, (l) This section consisted of three hi t h-pres-iuro, forced- 
circulation tube boilers v;or 1:1 ny at a pressure of 100 atmospheres and na:r:.&cturod 
by U;b .dulsor Tlrr* in Tintei^kur, dwitscrland* The :aco:inui:i^ output per un:.t ttss £0 
tons of otonn per hour* Cno high-presGuro boiler. was pnrtilly disnantl6d Sy the 
Soviets in 1 9lf; later it woo. reconstructed and had, boon in use ayain since the 
summer of 1 9)»3o The high-pressure 1 turbine was 1 seriously : danacod by bo^s biK^ lt 
wns repaired# Tic low-pros aure s\age in the stean plant consisted of three gene- 
rators which rr re also seriously damaged ;.by fire during the war and re put" in 
order again, In addition to utilising the o lean Iron, the .h.L-h-pressurc section, 
these ; o aerators coild also be fed by a low-pressure. boiler installation- This 
•boiler installation comprised 16 boilers niiich had internal flues' and worked at 
a pressure of 12 atmospheres * The electric switching installation rJiich was 
underground was fully automatic * Under the high-pressure boilers were the rooiss 
considered borb-proof since the ceilings, rdiicli also served as foundations > or the 
balers,' were of reinforced concrete ~nd 25>0 cm thick# 

There werr also two smaller steam generating: plants in the feiss -anfred tbrlist 
0r >, near the joinery, was intended chiefly for" producing additional superheated 
stenn in winter* The second plant was not far from the turbine house 5hd v cor£ 


*:i±s plant v.7is also seriously danngea during an air raid on 27 July 1?U; but ' It' 
had boon repaired an d v.-ao employed in tinea oi peak-loaC. In, fror^ ox\ tiie , toiler 
house was a purifying basin from . •dich'^he^oolinj;' water' rbr r .?irci”'f^B“cond^8ca ,; ' 
was taken. The purifying plant was fitted with. a nechanical f ilteSnr- devico.' ' 

•* •: > •• ••• . • •' , ; v,- t *p «, ** \s '•>’ tv- :* ■■■■■■ ■■ 


The atonr! installations burned pulverised Dorog corl vrf.th an adnteture of 10 per- 
cent of uornod. coal . (?) Host of the coal arrived by ship free Dor og and v; as dis- 
char pod in the. harbor . Ten-pi^SSSit of the plant's need, nostly low-grade coal 
fror: . orsod and hairn, arrivod- by . rail. The coal’ harbor could berth two tow h h 
barges each ablo to hold as rtuch as 6e to 30 freight cars. In .front ' of the harbor 
were t'i;o coal burdccrc and a free area for dumpin':.- coal. 
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li* From the uunp the coal was transported to the elevated bunkers by means o± 
conveyor belts and from tiiere dropped into pulverisers which wore on the 
bottom floor. There the coal was ground to a dust with a ■^KOO 11 type screen 
let tine 95 percent of the dust through* The coal dust was sucked up by 
fans (Ventilator) along with the combustion air and blown upwards into the 
high-pr es sur e boiler room, A soaring- flame was produced. The slag in the 
form of powder^ was removed automatically. The feed water was supplied by 
pumps erected in front ol the boiler house© Pre— softened water and conden- 

sation water from the low— pr essure boilers were used as feed water. At 
first the feed water ran through a l h7ofatit ,! installation whore, by a process 
involving the exchange of the bases of artificial materials f J&mst stcsffba sezw 
austausch), the water ms softened so that its residue ms 0,2 grains per cubic 
meter . The feed water was also carefully checked by the analytical chemist* 
vhose laboratory ms on the second floor on the platform of the steam control 
stand, the high-pressure steam, ms conveyed to a Swiss high-pressure turbine 
from the dscher Uyso ^irn in Surichj the expanded ivaste steam went to the 
loTi-prossure turbine, 

5« The chief engineer at the steam-generating installations was Ladislaus Leva* 

a graduate engineer, Engineer V/ilhelm Saolanyi ms another official in this depart- 
ment, and the analytical chemist was Desiderius Koso. 

The Laboratory 

6. The chemical, laboratory of the Weiss Manfred Works was completely destroyed 

during an air raid on 2? July 19Uu During the same bombardment the laboratory 
of the aircraft factory burned out. Immediately after the arrival of the Russians 
the material -testing methods were entirely reorganised * The various laboratories 
were united and placed under single control , and they were all accommodated in 
the reconstructed aircraft laboratory, (3) 

7,o The material-testing office was beaded by a director who ms under the direct 
orders of the general management. The head of this office in December 191# was 
Dr, Josef Veroe, a 50~year old university professor. Formerly Veroe lectured on 
metallography in the fining Academy in Sopron (Oedenburg), About 1935 Veroe was 
granted a scholarship in the T J,S„A„ Veroe, who is married and a Catholic, comes 
from Slovakia and speaks fluent Hungarian, German, English and Slovakian, His 
chief field of research in 19^9 was the course of crystallization in steel ingots 
and tlie accompanying phenomena such as distribution of the gas content, pollu- 
tions and behaviour of components of alloys, Veroe united in his person the 
qualities of a practical man and a theorist in a most fortunate manner * He was 
held in high esteem by his colleagues and was much respected by the management 
and the central administration of the heavy industry. The new regime left him 
alone as he never took part in paliticso 

3, The laboratory employed a managing: director, four analytical chemists, a mechanical 
engineer, two technicians, eight assistant chemists, 

eight additional helpers in the room for testing solidity, eight unskilled workers 
for preparing material , and four charwomen 0 

9c The testing of material took place in four sections, each of which was managed by 
a specialists The sections worked independently. The different sections were 
the chemical section, the met allograp hie section* the spectroanalytical section 
and ^ the mechanical section. The chemical section was under the direction of ur<, 
Ladislaus I Inzer* Ilasor* formerly a chemist with the bauxite mining industry, 
joined the 'Teiss Manfred 'forks in 19?.*3* Masor, o Protestant, was 38 years old 
in 19 49 and married. He attended coixiunist seminars* The netallograpliic section 
was directed by Hrs* Tasnady-Kub, nde Palma aseki, Sho was formerly an analytical 
chemist in the bauxite industry and joined tho Weiss Llanfred Firm in 19l*2, At 
first she dealt with light-netal analyses and later with spec tro-analyti c al 
problems. After the reorganization' she was entrusted with the management of t lie 
metraiogr^ldc section. She is a divorcee, 1*5 years old in 19 1*9, One of the 

cootilentiai, 

iff tp ■■-^TTTPf ^ vd^rrr^ ^ r a. n v r 
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laboratory* s oldest permanent employees in this section was J&izabeth Kutsa* 
who had been a net allograph! cal assistant in the plant for as much as 30 years* 
with an interruption of a. few years. Kutsa* a Roman Catholic* was p2 years 
old in 19h9o 

The spectro-analytic section was managed by Dr* Tibor Toeroek. He graduated in 
Budapest and later was an assistant to Professor Gerlach in Hunich for some time. 

He joined the T!eiss Kanfred Plant in 1930 and introduced the spectro -physical 
metal-testing method* He speaks Hungarian and German and was learning Russsiar* 

He is h0 years old* married* and a member of the Reformed Church- He is an 
enthusiastic frequenter of the Communist seminar* The (nieeha ni c©X»* testing section 
was headed by Graduate Engineer Gessa Vecsey* He formerly worked in the air- 
craft plant and was afterwards transferred to the section for nechaiicaL tests,, 
lie six? ales Hungarian* German and a little English; he was 39 years old in 19 h9$ 
a Protestant* and unmarried* 

In the material-testing office* the work of the various sections was coordinated* 
the daily work being assigned according to the requirements of the plant* The 
main work comprised 12 analyses per d**y for the open-hearth plant ( Siemens -H ar tin 
Plant) and lh steel analyses per clay for the electric steel plant* The material- 
testing department also made analyses of the casting material and raw material 
of the iron foundry* of crude iron and alloys for the Steels plant administration 
and l£ to 20 analyses per day of various alloys for the aluminum rolling mill 
and the ingot foundry* chiefly anneal able magnesium-man gane s o alloys* The brass 
foundry demanded 10 to 12 analyses, per day* most of them being simple electro- 
lytical copper determinations* I'Svcry week the enamel plant sent in a large 
amount of raw material* The super-refined-steel control section submitted shavings 
from each charge, and* in case of doubt* even submitted shavings from each ingot 
for checking and* if advisable, for identifying: the various charges. These 
tests were chiefly qualitative analyses and wore performed on the basis of spectro- 
an&lytical methods. 

Each individual plant was required to ask for checks of this kind from time to 
time and, since there were a large number of plants* the number of analyses to 
be made was reoisarlcfthLly high* Host of them could be mde with spectographs* 
although for the determination of carbon the volumetric method was used* Dr* 
Toeroek* however* had been trying for a long time to use the spectrograph even 
for those analyses* The mechanical-technical examinations included the deter- 
mination of tlie strength (Festigkeit) * elongation* and tensile strength (Bruch- 
dehnung) * with the elongation limit set at 0*2 percent. Each charge required 
a specific number of tests* For suporrefined steels there were about 10 speci- 
fications* for ordinary open-hearth steels the number was only three or four* 

An adequate, number of notched bar impact tests ( Kerbs chi aegen) were performed 
for each charge, Y/ith special steels such as those used for steam-boiler tubes* 
the permanent steel strength was also determined* A or steels which were intended 
for oscillating mechanical stresses theppermanent strength and the 7oehler- 
curve were recorded* 

To the mechanical laboratory was attached a modern valve-testing machine which* 
however* was not too important at the end of 19b? * since the production of 
internal combustion engines had dropped considerably* The laboratory was 
equipped with a 100-ton tensile-stress testing machine fZuftfestlrfceitsais.schlne) * 
one for 50 tons* two for 10 tons* one for 5 tons and one for 3 tons. In addition 
there was a ni ero~s trength testing apparatus* For carrying out permarient-strength 
tests several machines of different types were available* The laboratory had 
an install rtion for executing spray and submersion tests with subsequent strength 
tests a 

Apart from tlie charge tests mentioned above* many individual plants* including 
the tube-making plant, the rolling mill and the metal works* continuously sent in 
a certain amount of sanples from routine production* The aluminum rolling mill 
had its own strength-testing, machine and sent in samples only from time to tine.. 
The refined steel control office also sent in seni-finished products* annealed 
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bars, and profiled steel products. The average number of strength tests per 
day ranged between 200 and 250 tests. The netallographie section® s examina- 
tions were not compulsory} only the steel plant used the Herpy-method for 
cl a fj st Tying the steel according to its original austenitic crystallization, 
a method applied 10 years ago according to the American system. The aluminum 
rolling mill submitted samples for having the heat treatment continually 
checked. 

15. The principal tasks of the laboratory were set by Dr. Veroe himself and 
referred to his research work, his main line was research on the process 
of primary crystallization with ingots of different metals, preferably 
steel. He was particularly interested in the cause of anomalies and their 
subsequent influence on further treatment. He also was trying to procure 
the rich scientific material which had been destroyed when the old laboratory 
burned down and he intended to evaluate this material on the basis of the 
latest scientific developments. 

16 e The Soviet Acceptance Committee was particularly concerned with the metallo- 
graphic tests. The quality inspection was carried out very carefully by 
various agencies, chiefly made up of engineers. These agencies which were con- 
tinuously changing, constantly posed objections. The material concerned, 
such as tubes, machines, and war materiel, was first subjected to a mechani- 
cal-technological test, and then to a metal lographic test; and, in cast of 
objection, it was also examined chemically. The methods employed in connec- 
tion with the quality inspections conformed to standard procedures. Apart 
from the anal i tv inspection r roups » no other Sovi et supervisory body was in 
25X1 X the laboratory. the ttussi&na did not 

fully recognize th^spectogr^h^^tostS{^metnoo and only admitted the 
chemical test as a second test. 

17. The chemical and sue c togr aphi c al-physi cal methods were the same as applied 
everywhere in smelting and metal works. The instruments and apparatus were 
all built after German prototypes or were original German equipment such 
as the spec to graph Qu— 2li and a glass spt ctograph of the ^elss Firm* The 
balances are Sartorius products, the Stroehlein apparatus were made by 
Hungarian firms* Part of the chemicals were old stocks, partly of Hungarian 
origin. The laboratory could quite easily be equipped so as to meet re- 
quirements since the supplying firms were still well stocked from former 
tines * 

Steel Plant and Foundry. 

10. The V/eiss-lIanfrod enterprise^ steel plant and foundry included an open-hearth 
plant, in operation since 1912. (It) On the platform were four open— hearth 
furnaces but only two of them were working at a time* -i-he two others were 
either being stripped or rebuilt. Kach of the furnaces had a capacity of 35 
tons. The charges fluctuated between 30 and 3h tons* The furnace was 
Pacura-fireti, the consumption being 135 kg of oil per ton of steel, (5) 

Because of tide excellent fuel, the charging periods were short, namely 3*5 
to h hours. Pacurs. offered the additional advantage of making it possible 
to smelt the steel with less sulphur and of considerably sh.ortening the 
refining process which follows the smelting of the steel* It was possible 
l o keep down the average percentage of sulphur to between 0.025 and 0*03 per-^ 

"iron supplied by the Soviets from Sftnoroshyc tos itself very pure, contain- 
ing not more than 0*07 percent sulphur and phosphorus together* 

19. The open-hearth furnaces were charged by means of charging machines s and the 
raw metal produced was transported by means of a special railroad track and 
elevators.* In front of the platfom were the casting pits. The casting 
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ladles are towed by a crane. The direct railroad connection guaranteed 

very rapid transport of* the chill Molds and raw ingots. The Furnaces were basic, uti 

lis.ingsuch -aterial; ■ as burnt Dolomite '-nt magnesite stone fiori ~ustri:»* 

Innediately alter the war magnesite was also obtained from the region of 
Kosice in Czechoslovakia. The weight of the blocks (ingots) was • ene- 
rally not r> ore tha 350 Sq> The cast ingots we re conveyed to the con- 
pens at ion ^it and, after cooling, to the stock pile where they were cleaned, 
tester nnt a ..sorted according to the chemical condition in which they va re 
found* 

20. Electric steel ms manufactured in the Her cult furnaces, which had been in 

operation since 1915*. Two electric furnaces of the Keroult system and with 
a capacity of d tons each wore in the same building as trie open-hearth 
furnaces 0 electric furnaces, driven by a three-phase-current, were 

basic furnaces nad^ irith burnt, tarred dolomite; the charging tir-e 
was between throe and four hours. The furnaces were enlarged in cole con- 
dition. The electric steel section kac much practical experience in ti e 
Manufacture of special steels * The program of the two furnaces included 
chrone-mmig anose, chrome-nickel -r 'olybdenun , chrone-vanc.diun, chrome-vanadium- 
aluminum and chrone-vanadiijn-tungstcn steels*. Up to three charges of special, 
steels vrereo charged per day and fu. .rxe* The ingots were cast tliere in 

• the sane manner as in the open -hearth furnace. The current conauraption per 
ton of raw steel was 230 kwh. 

21. host of the special stools were made into drop forgings and shipped in semi- 
finished state. ’ll tube billets were made of electric steel « In lieu 

of finished graphite electrodes reorder berg electrodes were exper j.nbntnlly 
inserted* (') These experiments had not yet been terminated and no definite 
result in favor of one or the other method had. been obtained. As a cov- 
er der able amount of scrap was used in this process, rapid analysis was 
necessary during the smelting process* This analysis was node in the labora- 
tory on the second story of Steel Foundry II « ^his laboratory, equipped 
only for determining a few essential constituents, determined the percen- 
tage of carbon, nickel, manganese, chromium, molybdenum, vanadium, sulphur 
and phosphorus* The detenvination of the technological qualities took 
place in a forge . For evaluating the charges, micro graphic tests were made* 

These tests wore executed in the mlcrographic laboratory of the annealing 
shop where a Busch -micros cope was available. For classifying 
lying the qualities the Herts method was applied f and the corroding test 
with hydrogen ms made at a temperature of 1,000° C. 

22 „ In Steel Foundry I the steel needed for tlie casting process was smelted in 
a 3-ton-lleroltlt furnace. The sane workshop also housed the molding shop 
and the core-making section. The plant h s much ery-erience in the utilisa- 
tion of alloys containing a high percentage of manganese; such alloys were 
required for wear-resisting parts, such as rail crossing points and chain 
links for armored care. In • kv erber-Decaiber 19 U9 urgent orders were 
received coy o daily for these latter items » Opposite the Steel Foundry I 
was Jtool I-kundry II, a new plant completed after tlao wnr. It also was 
e iuippeci with a b-ton Heroult furnace. The core-making aucl molding sections 
there w*x c fully mechanized and v/orked according to modem principles- 
The electric furnaces in Foundries I and II were operated under the 

management of the open-hearth plant, and only zhe tech nical jiart of tae cast- 
ing operations was dealt with by a casting specialist, Lasslo Dinnicska, who, 
however, wa, not e _ual to his task. The plant, utilized to capacity, 
worked in three shif. s* The fact t)v.L soviet supervising engineers wore 
at the pi fait on a pen mu;ent basis indicated that orders for the U 
were executed there* The managroeisl of the plant itself did not know 
which articles went to the since it got its orders only fron the 

Central Directorate of Heavy Industry* At the end of l°li9 large quantities 


SECiikT -C0I7PR02 /V b OFFICIAL 011,1 


Approved For Release 2000/09/14 : CIA-RDP82-00457R0074001 3001 0-9 



Approved For Release 2000/09/14 : CIA-RDP82-00457R0074001 3001 0-9 


25X1 A 

SBGE^T-COifiROL/US OFFICIALS CELT 


of fire-proof steels TOre being supplied to the cracking plant, of the TaTA 
Briquette Works c The steels were alloyed with 2 5 percent nickel and 1 to 
1,5 percent aluminum. Bxperinents were being rcade making cast iron in the 
electric furnace,. The advantage of tills method was the fact that larger 
quantities of homogenous material were obtainable and that the alloying of 
the iron was under better control. These advantages, however* were offset 
by considerably increased operating costs e 

23c In the same shop as the 6-ton Horoult furnaces there was also a high frequency 
ate el-end ting furnace 0 It was furnished by the Siemens firm i n 19h2 * Its 
capacity was 800 kg of smelted steels defining work was not done in this 
furnace, but this furnace was indispensable for producing high-quality special, 
steel The charge used in the furnace was a pre-re fined steel which went 
into the crucible either in liquid condition or in the shape of cast cylin- 
drical pieces. In this furnace tool steels were smelted, chiefly the so- 
called triple-alloy steel, \7hich wa3 contained 3 percent chromium, 3 percent 
tungsten and 1 to 2 percent vanadium. The waste of the whale steel plant 
was re-processed in tills furnace, 

2l|. 0 Three cupolas were available for the production of cast iron. The capacity 
of each of these cupolas was 300 kg per hour.. Holding; was done in the large 
casting bay* The sand dressing and molding installations were obsolete 
and scarcely mechanized. The Three-Year Plan provided, for full mechanization 
but up to the end of 19h9 little had been done in this respect. Pieces up 
to 2 tons are cost there,, Bathtubs and other plumbing equipment wove there 
in large quantities and sent to the enameling plant - The charges which were 
alloyed with nickel, molybdenum and small percentages of chromium were pre- 
pared in the ladle*, Packing rings for combustion engines were smelted 
separately and alloyed in a small electric furnace, casting by centrifugal 
action, l&periments with electric cupolas were under way, but the erection 
of such a unit had not been definitely decided upon at the end of 19l& o 
Crude iron was supplied by Chechoslovakia md Poland, and the IBS,, 
furnished cast iron for special purposes a The manufacture of engine parts 
was the chief mission of the plant. The cast-iron section worked to 
capacity,, 

Machine Tool Plant 9 

25 1, hven during the war the production of high-grade machine tools was started 
at the VJeis a Manfred Works in 0sepel o (?) At first the production was for 
the fim f s own requirements , afterwards also for the suoeiation of Manu- 
facturers of Uaimler-Bens Aircraft Engines * The production covered lathes, 
three types of plain drilling: machines, tv/o types of radial drilling 
machines, two types of vertical milling machines and various tool -mold 
grinding machines* The production of machine tools was resumed immediately 
after the end of the war* First of all radial drilling machines were 
delivered to the: Soviets as reparations. By and by new types were added* At 
the end of I9h9 the production program comprised the. following machines : 
two types of radial boring machines, differing only in the size of the 
wings $ high-performance universal milling; machines; vertical milling machines s 
tnvolute-g’ear milling machines; frame speed drillers | upright drilling 
machines; hydraulic circular saws; and plate shears. These machines were 
manufactured in series, and certain special machines for the plant's - own 
use wore also made as special construction jobs* 

26., The radial drilling machines, of types HF 3 arid. HF % were originally built 
at the feiss wanfred V/urks under a license obtained from the Braun gG, 

Fim in Berbst (?* 92 / D J?d) * (o) Specifications of these machines were as 
follows* The column at the right gives the & tornate measurements whore 
the two typos differ; 
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. aximun overhang iron pillar to extrene 
position of tte drill in t spindles 
l ininun overhang 
I'axiimji;; radius 

: axinun height between base plate and 
under edre of the drilling spindle: 
vertical position of the overhnnr 
opindle stroke 

Drill in;' opacity (Bohrfaehinkeit) 

Lotor power 



1,500 rr m 

bZ l S mr. 

1,72$ rr: 

I,75Q m 
1,150 r;a-:: 

35 0 K2P. 

60 no 
0.5 HP 


1,750 rr.i 
1,975 run 


SSr^si- * asrsiaja. 

K sfeS&fsa**'* SMS 

at\] b c Ch ^-l-^o— 1 ? ech “ es > t » 5e8 21 ««1 OF 22, were or^inoHv built 

(II si/K6(T~7^f Lat^onl r Sr * E conse of thG heinicker-Firra in Che^mitz 
K ^ ° Wo V) Data on these machines are as follows: 


Table 

bpeed of spindle 9 maximum 

Maximum longitudinal notion 

Maximum cross notion 

Knxiiaun distance bet- eon table and ^illinr 
spindle ^ 

idniauin distance between table and niliinr 
spindle ^ 

Vertic;il notion of table distance 

Distance between nillinf spindle and under 
ed£e of bracket 

acquired power 


x 320 nr* 

1,600 rpn 

1,150 rx-i hand-operated 
1,035 mm motor— driven 
2 35 rnm 

500 M2 

30 m 
h$0 mm 

175 nr. 

3.5 HP 


ssss.*^ j&’sggr 


Table 

llaxinur:! speed of spindle 
irsximn longitudinal motion 
raxiiaum cross notion 
Vertical motion of table 
Required power 


1,410 x 320 nn 
1,600 rpn 
1,150 nn 

2G5 nn: 

500 m 

3.5 Hi' 


in the Fivc-xoar liar I' iht svect^lltTt l0n °t- b rs mohine was included 

* im specifications of this machine are as follows: 


I’axinu n nodule 
Ilasdnun nuriber of dentations 
deouired power 


3.5 
150 
h.5 IIP 
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30, ihe frame rapid-drilling machine of typo GyF 20 manufactured by the plant 
“as built during the war and was designed by specialists of the plant* 
Specifications of this machine are: 

Smooth variable automatic feed 

Drilling capacity 3 to 20 m 

PJ?'® . 350 x 350 mm 

Drilling spindle stroke 150 mm 

I'aximum table feed (Tischbewegunc) GOO mm 

iaxinum distance between table and spindle ISO mm 

Ihe pillar is prismatic and, therefore, the table is 
not rotatable. 

Required power xjJ IIP 

Speed, ranging from 80 to L,000 rpm 

31. Kit' pillar drilling machine of type Gy 35, developed by the plant, was built 
during t ne v;a r. Data on this machine are as follows: 


25X1 B 32 


Smooth, variable automatic feed 

Drilling capacity 

Table 

Drilling spindle stroke 
L r axiimm table feed 
l!inii3un distance between table and 
drilling spindle 

This pillar is prismatic and, therefore, the 

Required povrer 

Speed 


10 to 3? mn 
USO x h$0 mm ( 

200 mn 
GUO m 

ISO mn 

table is not rotatable e 
3 HP 

30 to l,hOQ rpm 


The GyF 20 and the Gy 35 machines were built in series of two, three or 
lour machines* The monthly output of the two types was 35 pieces* (10) 


Hydraulic circular saw of 
during the war nor prior 1 


developed at the plait, was not built 
& specif! cations are as follows: 


Diameter of saw with automatic-hydraulic 
feed and variable drive 
Speed 

Guts material up to maximum size 
Required power 


1*50 nn 

80 to 200 rpo 
150 x 150 mm 
3*5 HP 


33 o xhe Weiss ^anfred Plant also manufactured tin shears of type V*L 2500/15* 
Formerly the tin shears were only made individually* They* were developed 
at blie plant* Data on these shears are* 


Table 

Guts plates up to 
and 

Required power 


2,650 x l,i£>0 mm 
2,500 m in length 
15 mm thick 
ho 5 HP 


3h« 


The nontnly production of the circular saws and tin shears was 10 to IS 
pieces* (10) At the end of 1 9h9 the production dropped considerably* Hone 

^ r ^ x ^ cnGnt3 nx }» ond the Soviet demand for these m chines had apparently 
gone down considerably* ^ 

All the machines described, except the ball bearings and measuring instru- 
f ? t S - TferG entirely of material produced in the plant. The castings 

were aurnisned by the cast-iron section under Engineer Lasslo Dianicska, 
me. machines an tne machine shop under Iingineer Johann Kiabocskoi Tlie 
electrical eejupment was made in the electrical section headed by iingineer 
Lasslo Locals . The electric motors were also made in the electrical section. 
*he crarmig section was headed by Engineer Andreas Kelenen. The crude iron 
v;as of Kjcvzat origin, but smaller quantities arrived from Sweden* The ball 
®® e . f * on ^vedon,^ from CK many via Switzerland, and of late also 


ino instruments installed were all of Hungarian make 0 
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( 1 ) 

( 2 ) 
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35 <» The price for the reparations deliveries rras fixed on the basis of 1930 
prices t in other TOrds far below the prices on the T/orl d market, For 
settling oi accounts the prices were based on a rate of exchange of 1 Dollar 
Th ° deliveries to the U.S .3.R. were not paid for but were 
settled by transferring then to the reparations account* The dates of 
delivery were met punctually by the plant. A very strict quality inspec- 
tion was made by a soviet commission, which included engineer officers. 
General manager of the plant Engineer Ferencs Biro was responsible for the 
smooth running of the plant. Biro had emigrated to IIoscow and returned to 
Hungary as a Soviet officer in I9h5. (11) 

SBS5?5fE«^! “ ln st9a -c"" OTatl «: *t a« -MM, 

22E H teLf”? ?f Tl» coal <!i s - 

For the 
For the 
Annex 3 
The fuel 


GO 

($) 

( 6 ) 


w v UAUli, UVJClA. UJUS*- 

^rso^e^jorth of Kiakola in the northeastern part of Hungary. 

layout sketch of tile laboratory 1 -, see "nncx 2, 

I lay out sketch of the steel plant and foundry, see 


25X1 X 


(?) 

(3) 


(9) 

( 10 ) 

( 11 ) 


„ , c p lled Dacura is a fuel oil whose boiling point is over 35o c c. 

J! 10 Soederberc Electrodes are continuous electrodes which, as comared with 
^Jff U>8XV * ectrodes » reduce expenses by Uo to 7 5 per-cent and make 
P°f ! pontinuous operation of electric steel furnaces. As electrodes 
are a bottleneck throughout the satellites, the use of Soederberg electrodes 
will presumabl^meviate the shortage. 

1?^* 3 -'/' sketch c j. the machine tools plant see Annex h 

m.s is the ioraer jfraus braun A.G. at h3 Karl farxstrasse, Zerbst, Anhalt, * 
which produces laaies, drilling machines, facing lathes, center lathes, 
ant. Grilling lathes for hollow shafts. The firn is now a nationalised plant 

^ ^ thQ ™»*er 32/329/1000. ? 
-PoriKl.b. Reimcker a.0. at 66 Bernhar dts tras oe , Chemnitz, which 
matures. high-quality nachine tools, milling machines, gear cutting 
Sp nai ?C machines, and. lathes of every description. The firm 
nationalxa ® d Plant, incorporated into V7B (Z)VJI.17 as plant No 32/360/ 

I!ot , clc ff whethcr these monthly production figures are for both 

Tilt ^L+° Getter . , ,? r whethe f that of each type were produced per month. 
Hie importance ox tne .eiss-ijanfred enterprise is indicated by the fact that 
_t is under the corset control of the Directorate of Heavy Industries in 

f he T ^ lant3 113 the heavy industry ^aro^under 

O- x d F- ln< -“ st g al Centers and can get in touch with t he Directorate 

*y ncustries in uuuapest only through their respective centrals. 

^ 19ltG tho ;vei5s Alfred concern was made up 
- ou f -tock-holding companies: the Aluminum works ine., tiie Aircraft and 
Codbustion.-U^ine ’Tbrta, Inc., the Steel and I Total Nbr£; IncJ the SrS 
Hm^ariun tannery ana uetal .tore Factory, Inc* 

Organisationally the Vfeiss Dsnfred works on the CsepeiJ Island are made im of 
OexJS^d ?****£*, agricultural machines and oonsuSr 

one st ^ r fact0 *y- T , h0 heavy-industry section comprises 

“droultf SFm-w- 0Ur °P on 7 he « rth xurnaees, four electric furnaces (system 
x.eroult), O—O IxL L .h-f frequency steel furnace; a rous h rollinr *111 xfith twn 
gas furnaces; a fine rolling mill where in’ addition to Sp tone vdros in 
cartridge-case sheets for infantry ammunition are made; a tube- 
xhl plant where in particular round iron rods with bore-hole diameter 
fJlJ; i ?? d f- 30 £ aG nain P*P®s ^d stiffening tubes for aircraft arc 
t ^ hrmmer section where nails, horseshoes, breech mechanisms 

ana serai-fi/ ashed parts for rifle projectiles (bullets) are made; an iron 
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foundry; a railroad car factory which, allegedly, started production in 
late lfh?; a lathe shop; a tinsmith’s shop; and a screw-cutti ng shop.. 

The Agricultural Machines and Consumer food* Section comprises the following; 
an iron foundry; a welding shop inhere bridge-building parts are made; a 
joinery for the plant’s- own requirements; a crane factory where cranes for 
the plant’s ov/n use are made; a tube assembly shop; a machine-tool factory, 
easily convertible to war production; a M cycle factory which made shells 
during the v/ar; a factory making small ironware such as iron stoves of 
various descriptions, stove pipes, bicycle pumps, bicycle bells, etc.; and m 
annealing shop. 

The iUlnan-Lang Factor under the beiss Manfred forks produces aircraft engines, 
combustion -engine parts, ball bearings, precision tools etc* The Ammunition 
Section of tlse h r ei3s-Manfred. worlss comprises; a main drawing office which 
works for all sections of tljo beiss Manfred 'forks; a machine shop which manu- 
factures engine parts for the plant’s own requirements and eight to ten 
lathes per month but which could be converted to war production at ary time; 
a rolling mill with a capacity of 20 tons per month; a nail-making section, 
easily convertible to war production; a Iosif c-treating section; a wire-soaking 
factory with a capacity of 60 to 70 tons per month; an aluminum foundry; a 
metal and pipe plant where, among other tilings, surgical instruments of 
silver are made; a brass rolling mill with a capacity of 0 tons per month; 
a band rolling mill which, with a capacity of 300 tons por month, rolled tho 
material for the ammunition and also produced 32 tons of tin foil per month; 
an enameling shop; a welding shop; Ammunition Shop I, vjith a monthly produc- 
tion of 2*5 tons of ammunition; Ammunition. Shop II, v;ith a monthly production 
o ' about 80 to 100 million ra nds of infantry ammunition; /rtillery anrmini- 
tion plant vdth a capacity of 52 tons of artillery amrrunitxon per month; an 
underground infantry shooting range; and a tost room for aircraft engines 
with a wind tunnels 


The following additional production was recently reported at the eiss Manfred 
Tories: "People* s Cars M and trucks; motorcycles of the 100 cubic centimeter 
class and. the 125 cubic centimeter categories (1,000 units per month); fighter 
aircraft engines; naval engines, and amor plates for two armored tr si ns * 

The total area of all the plants belonging; to the Aeiss Manfred Works on 
Csepel Island in tho Danube River was about 5 Ian long between Q00 and 2,000 
meters wide* For a sketch of this area, see Annex 5» The total number of 
workmen was stated to be 21,600 in mid— August 192*3* During; the war about 
30,000 workmen were employed there* 


5 "nnexos * Sketches * 


SiSCF^T-COIUTiOL/US (FACIALS OIILY 


Approved For Release 2000/09/14 : CIA-RDP82-00457R0074001 3001 0-9 



